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(54) A method of assembling window and glass-door casements. 

(57) Each of the four corners of the frame is fitted 
into a press tool (30-33) which include a fixed 
part (34) having two sides (35, 36) which form a 
right angle with one another, and a moveable 
part (37) having two sides (24, 25) which form 
essentially a right angle with one another and 
which are provided with projections (20-23) 
which correspond to the recesses (14-17), the 
sides (24, 25) being parallel with the first- 
mentioned two sides (35, 36).The moveable part 
(37) of the respective press tool (30-33) is 
caused to move towards the fixed part (34) in a 
direction which extends at an angle of 45° to the 
longitudinal axes of the two corner-forming 
profiled sections, causing each of the press 
tools (30-33) to deform the wall (18) in the inner 
corners of the profiled sections by means of the 
projections (20-23) to an extent such that the 
wall will essentially conform with the recesses 
(20-23) in the fastener device. 
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The present invention relates to a method of as- 
sembling window and glass-door casements, and 
more particularly to a method of assembling glass- 
door casements of the kind which are comprised of 
four aluminium profiled sections that are fitted togeth- 
er to form a rectangular frame which is intended to 
support one or more glass panes. 

The invention relates in particular to the assem- 
bly of glass doors which are used to isolate a refriger- 
ated space or freezer space in daily-goods display 
cabinets from the general shop or store area. Such 
doors are fitted in an aluminium door frame or case- 
ment. When wishing to take a refrigerated or frozen 
product or article from the display cabinet, the cus- 
tomer opens the door, removes the article from the 
cabinet and then closes the door. It is obvious that 
such doors are subjected to very high stresses and 
strains, due to being frequently opened and closed. 
The doors are often fitted with triple glazing units 
comprised of hardened glass, which means that the 
aluminium frame, i.e. the aluminium door frame, car- 
ries a considerable weight. 

In the manufacture of present-day door frames or 
casements of this kind, four straight aluminium pro- 
filed sections are fitted on respective sides of, for in- 
stance, a double glazing unit and the frame parts 
joined together at their respective corners. Joining of 
the frame parts is effected by placing a special, die- 
cast corner bracket or fitting into a U-shaped channel 
provided in the profiled section and screwing the cor- 
ner fitting firmly in respective sections, normally with 
the aid of two screws. This method of assembly is ex- 
pensive, since special corner fittings must be used for 
each type of profiled sections and because of the 
considerable manual work involved when assembling 
the frame sections and tightening the same. When fit- 
ting the profiled sections together, it is necessary to 
take-up tolerances in the lengths of the sections, so 
as to form clean corners where the sections meet. 
Furthermore, this method of assembly is encum- 
bered with the drawback that the screws may be- 
come loose in time, causing the door leaf to become 
unstable and "wobbly". 

The present invention relates to a novel method 
of assembly which can be carried out more simply, 
more quickly, more cheaply and more securely than 
earlier known methods intended for the current pur- 
pose. 

The present invention thus relates to a method of 
assembling window casements and glass-door case- 
ments, and then particularly to a method of assem- 
bling glass-door casements which consist of four alu- 
minium profiled sections which are to be fitted togeth- 
er to form a rectangular frame. Each of the profiled 
sections is provided with a U-shaped channel which 
extends along its respective section. The four profiled 
sections are mutually joined at each of the four cor- 
ners where the sections meet one another and the 


sections are cut obliquely so as to form mitered cor- 
ners between respective adjacent sections, wherein 
single glass panes or multi-glazing units are later fit- 
ted to the frame. The invention is characterized in that 

5 each of the profiled sections has beneath the floor of 
the U-shaped channel a slot of generally rectangular 
cross-section and being fully or partially closed in 
cross-section; in that there is used a flat fastener de- 
vice whose cross-sectional shape corresponds to the 

w cross-sectional shape of the slot and which has two 
limbs which define a right angle therebetween and 
which are provided with one or more recesses located 
on the inner edges of the fastener device; in that the 
respective limbs of the fastener device are placed in 

15 said slot of respective profiled sections and the pro- 
filed sections then pushed into abutment with one an- 
other to form a frame; in that each of the four corners 
of the frame is fitted into a press tool, which includes 
a fixed part having two sides which form right angles 

20 with one another and a moveable part having two 
sides, wherein said sides form essentially a right an- 
gle with one another and are provided with projec- 
tions corresponding to said recesses, wherein said 
sides are parallel with the first-mentioned two sides; 

25 in that the moveable part can be moved towards and 
away from the fixed part by applying a force between 
said parts; in that each corner of the frame is fitted 
between the fixed and the moveable part in respec- 
tive press tools; and in that the moveable part of the 

30 press tool is moved towards the fixed part in a direc- 
tion which defines an angle of 45° with the longitudi- 
nal axis of the two corner-forming profiled sections, 
such as to cause said recesses to coact wit h t hat wall 
of respective profiled sections which is located be- 

35 tween the fastener device and the moveable part of 
respective press tools and such that each of the press 
tools will deform said wall in the inner corner of the 
profiled section with the aid of said projections to an 
extent such that said wall will essentially conform to 

40 the recesses in the fastener device. 

The invention will now be described in more detail 
with reference to an exemplifying embodiment of the 
invention and also with reference to the accompany- 
ing drawings, in which 

45 - Figure 1 is a cross-sectional view of a profiled 
section; 

- Figure 2 illustrates an inventive fastener device 
and part of a press tool in a sectioned view tak- 
en on the line B-B in Figure 3; 

50 - Figure 3 is a sectioned view taken on the line 

A-A in Figure 2; 

- Figure 4 is a schematic illustration of a frame- 
work with press tool; 

- Figure 5 is a side view of a press tool; 

55 - Figure 6 illustrates the press tool of Figure 5 

from above; and 

- Figure 7 is a schematic illustration of a glass 
door panel. 
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The present invention relates to a method of as- 
sembling window casements and glass-door case- 
ments, and particularly to a method of assembling 
glass-door casements which comprise four alumini- 
um profiled sections 1-4 which are to be fitted togeth- 5 
er to form a rectangular frame which is intended to 
support one or more glass panes 5, as shown in Fig- 
ure 3. 

Such profiled sections 1-4 are provided with a U- 
shaped channel or channel 6 (see Figure 1 ) which ex- w 
tends along the profiled section. The frame is intend- 
ed to receive the edges of one or more glass panes 
5 ( 7, which are then glued to the profiled sections in 
the manner indicated in Figure 1. The embodiment il- 
lustrated in Figure 1 includes a double glazing unit in is 
which the glass panes are distanced from one an- 
other with the aid of a so-called spacer 8, in a con- 
ventional manner. 

When assembling the four profiled sections 1-4, 
the sections are fastened to one another at each of 20 
the four corners where the sections meet. The sec- 
tions are cut obliquely, so as to form a mitered corner 
joint between respective sections, see Figure 7. 

In accordance with the invention, a slot 10 of es- 
sentially rectangular cross-section is provided be- 25 
neath the bottom or floor line of the U-shaped chan- 
nel 6, said slot 10 being either completely closed or 
partially closed as seen in cross-section. When as- 
sembling the profiled sections, there is used a flat 
fastener device 11 whose cross-sectional shape cor- 30 
responds generally to the cross-section shape of the 
slot 10, as shown in Figures 1 and 2. The fastener de- 
vice 11 has two limbs 12, 13 which form a right angle 
with one another and is also provided with one or 
more recesses or notches 14-17 in both of the legs, 35 
these recesses 14-17 being located on the inner 
edges of the fastener device. 

According to the invention, the respective limbs 
12, 13 of the fastener device 11 are inserted into the 
slot 10 of two profiled sections 1. 4 and the sections 40 
are then pushed into abutment with one another to 
form a corner. Figure 1 shows a fastener device 1 1 fit- 
ted in the slot 10. The recesses 14-17 are then 
caused to coact with that wall 18 of respective pro- 
filed sections which lies against the edge of the fas- 45 
tener device 11 provided said recesses or notches 14- 
1 7. This is achieved by causing a press tool 1 9 having 
projections 20-23 which correspond in shape to the 
shape of said recesses 14-17 to deform said wall 18 
from outside the profiled section to an extent such so 
that the wall will conform with the shape of the re- 
cesses in the fastener device 11. 

This will result in a very strong joint between the 
fastener device 11 and the profiled sections with 
which the fastener device coacts. 55 

When assembling the casement or frame struc- 
ture, each of the four corners of the frame are insert- 
ed into a press tool 30-33, Each of the press tools 30- 


33 includes a fixed part 34 having two sides 35, 36 
which define a right angle therebetween, and a move- 
able part 37 which has two sides 24, 25. These two 
sides define essentially a right angle therebetween 
and each side is provided with projections 20-23 
which correspond in shape to the recesses 14-17. 
The sides 24, 25 are parallel with the two sides 35, 
36 of the fixed part. 

The moveable part 37 can be moved towards and 
away from the fixed part 34, by applying a force be- 
tween said parts. This force is generated by a hy- 
draulic piston-cylinder device 38 which is mounted in 
a mounting 39, which in turn is mounted on a plate 40 
which is common to the moveable part and the fixed 
part. This causes a force to be applied between the 
fixed and the moveable part, and hence in this regard 
each press tool is a closed unit from a force aspect. 

Each corner of the frame is placed between the 
fixed and the moveable part of a respective press 
tool, as illustrated in Figure 4 in which a frame is 
shown in broken lines. The moveable part 37 of the 
press tool is then moved against the fixed part 34 in 
a direction which extends at an angle of 45° to the 
longitudinal axes of the two profiled corner-forming 
sections which form a corner. When the moveable 
part comes into abutment wit h the wall 1 8 of a respec- 
tive profiled section, the recesses 14-17 are caused 
to coact with said wall 18 such that the moveable part 
of each of the press tools 30-33 will deform said wall 
18 of the inner corners of the profiled sections by 
means of said projections, to an extent such that the 
wall will conform essentially to the shape of the re- 
cesses in the fastener device. 

Since each press tool is a closed unit from a force 
aspect, as previously mentioned, the profiled sec- 
tions will not tend to part from one another in a corner 
against which the moveable part of the press tool 
acts. 

According to one preferred embodiment of the in- 
vention, the press tools 30-33 are carried by a frame- 
work 41 . The framework includes a rectangular frame 
42 comprised of bars and a beam 43 which can be 
moved parallel with the rectangular frame 42. The 
moveable beam 43 is displaced in the directions of ar- 
rows 44 by means of drivers not shown. Two of the 
press tools 30, 31 are attached to the rectangular 
frame 42 and two of the press tools 32, 33 are attach- 
ed to the moveable beam 43. 

Preferably, one of the press tools 30 is not move- 
ably mounted on the rectangular frame. This tool will 
thus form a zero point. The remaining press tools 31- 
33, on the other hand, are mounted for movement in 
relation to the frame 42 and the beam 43 respectively. 

The fact that the moveable press tools can be 
moved in relation to the framework enables profiled 
frames of different rectangular shapes to be fitted into 
the press tools. 

According to one important embodiment of the in- 
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vention, a force is applied to the fixed part 34 of the 
press tools by means of a force-generating device in 
relation to the framework, this force being directed on 
the outer side of a profiled frame inserted in the press 
tools prior to moving the moveable part of the press 5 
tools into abutment wit h t he fixed part thereof in order 
to carry out a pressing operation. Figure 4 shows a 
profiled frame 52 inserted in the press tools in broken 
lines. 

One essential characterizing feature of the inven- 10 
tive method is that the profiled sections are pressed 
into hard abutment in the corners of the frame by the 
applied force, prior to carrying out the actual pressing 
operation. This enables length tolerances in the pro- 
filed sections to be taken up, so that the frame will al- 15 
ways obtain clean corners at which the profiled sec- 
tions are pressed tightly together. These tolerances 
are typically about +/-0.5 mm. 

The aforesaid force is exerted by means of a 
compressed-air piston-cylinder device 45-47 for each 20 
of the moveable press tools. Figure 5 illustrates a 
press tool, referenced 32. The press tool 32 is move- 
ably mounted on a plate 48 onto which the piston-cy- 
linder device 47 is mounted. It is this plate 48 of the 
three moveable press tools 31-33 which, in turn, is 25 
moveable in relation to the bar 43 and the frame 42 
respectively. Thus, the press tool can be moved to a 
limited extent in relation to respective plates 48 by 
means of respective compressed-air piston-cylinder 
devices 45-47. The remaining two moveable press 30 
tools are constructed in a corresponding manner. 

Thus, according to one important embodiment of 
the invention, the press tools 30 are fixedly mounted 
in relation to the framework. In this way, the press tool 
32 arranged diagonally to the framework is caused to 35 
exert said force 49 diagonally towards the fixed press 
tool 30, whereas the two remaining press tools 31 , 33 
are each caused to exert said force, referenced 50, 
51 , in a direction towards the fixed press tool 30. Con- 
sequently, the profiled sections will firmly abut one 40 
another at the corners of the frame prior to the actual 
press operation, in that the moveable part 37 of the 
press tools is moved against the fixed part 34 of the 
press tools by means of the hydraulic piston-cylinder 
device 38. 45 

According to one preferred embodiment of the in- 
vention, two or more pins 53, 54 project out parallel 
with the right-angled sides 35, 36 of the fixed part and 
at a predetermined distance therefrom. The pins 53, 
54 have a vertical extension or height such that when 50 
a profiled section is fitted into the press tool, the pins 
will rest on the bottom of the U-shaped channel or 
channel, see Figure 2, with the fastener device 11 ly- 
ing in the same plane as the projections 20-23 of the 
moveable part 37 of the press tool. In this way, it is 55 
always ensured that the profiled sections will be cor- 
rectly positioned press tool. 

For the sake of illustration, Figure 3 illustrates the 


wall 18 of the vertical profiled section 1 when de- 
formed by the projections of the press tool, whereas 
the wall 18 of the horizontal profiled section 4 is not 
shown to be deformed, although it will be understood 
that it should have been deformed. The part of the 
wall which should have been deformed is shown in 
broken lines. 

The press tool is made of steel, suitably a hard 
tool steel. The profiled sections are extruded alumi- 
nium sections. The tool will therefore only be subject- 
ed to moderate wear. If so desired, the tool surfaces 
can be coated with a layer of cemented carbide or 
hard metal. The fastener device is preferably made of 
aluminium, although it may also be made of a steel 
material. 

The fastener device is conveniently manufac- 
tured by punching the device from metal plate having 
a thickness of about 2-3 millimeters, for instance. 

According to one preferred embodiment of the in- 
vention, the recesses 14-17 in the fastener device 
have a depth which corresponds to the thickness of 
the wall 18. Although the number of recesses may be 
varied, it is preferred that two recesses are provided 
in each limb. 

According to another preferred embodiment of 
the invention, the length of the fastener device in the 
longitudinal direction of the profiled sections is about 
from two to five times the width of the slot 10. This 
will provide sufficiently high precision with regard to 
the mutual angle defined between adjacent profiled 
sections, this angle being a right angle at the frame 
corners. 

It will be understood, however, that the present 
invention can be applied equally as well in cases 
where the corner angle of two profiled sections to be 
joined together is otherthan a right angle and the pro- 
filed sections define another angle therebetween. 

In this case, the fastener device and respective 
press tools will be constructed accordingly, of course. 

It will also be understood that the present inven- 
tion can be applied with profiled sections whose 
cross-sectional shape is different to that shown in 
Figure 1. 

The present invention shall not therefore be con- 
sidered limited to the aforedescribed and illustrated 
exemplifying embodiments thereof, since modifica- 
tions and variations can be made within the scope of 
the following Claims. 

Claims 

1. Amethod of assembling window casements and 
glass-door casements, and particularly for as- 
sembling glass-door casements of the kind which 
comprise four aluminium profiled sections which 
are to be assembled to form a rectangular frame 
and each of which sections (1-4) is provided with 
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a U-shaped channel (6) which extends along the 
profiled section and wherein the four profiled sec- 
tions (1-4) are joined together at each of the four 
corners at which the sections meet, and wherein 
the profiled sections (1-4) are cut obliquely so as 5 
to form mitre corners between the sections, and 
wherein one or more glass panes are later fitted 
to said frame; characterized in that each of the 
profiled sections (1-4) is provided beneath the 
bottom or floor (9) of the U-shaped channel (6) 10 
with a slot (10) of essentially rectangular cross- 
section which is totally or partially closed when 
seen in cross-section; in that there is used a flat 
fastener device (11) whose cross-sectional 
shape corresponds generally to the cross- 15 
sectional shape of the slot (10) and which fasten- 
er device (11) has two limbs (12, 13) which form 
a right angle with one another and which are pro- 
vided with one or more recesses or notches (14- 
1 7) located on the inner edges of the fastener de- 20 
vice; in that respective limbs (12, 13) of the fas- 
tener device are inserted into the slot of respec- 
tive profiled sections which are then moved into 
abutment with one another to form a frame; in 
that each of the four corners of the frame is fitted 25 
into a press tool (30-33) which include a fixed part 
(34) having two sides (35, 36) which form a right 
angle with one another, and a moveable part (37) 
having two sides (24, 25) which form essentially 
a right angle with one another and which are pro- 30 
vided with projections (20-23) which correspond 
to said recesses or notches (14-17), said sides 
(24, 25) being parallel with the first-mentioned 
two sides (35, 36); in that the moveable part (37) 
can be moved towards and away from the fixed 35 
part (34) in response to a force applied between 
said parts; in that each corner of the frame is in- 
serted between the fixed and the moveable part 
of a respective press tool; and in that the move- 
able part (37) of said respective press tool (30- 40 
33) is caused to move towards the fixed part (34) 
in a direction which extends at an angle of 45° to 
the longitudinal axes of the two corner-forming 
profiled sections, so that said recesses (14-17) 
are caused to coact with the wall (18) of respec- 45 
tive profiled sections (1-4) located between the 
fastener device (11) and the moveable part (37) 
of a respective press tool, by causing each of the 
press tools (30-33) to deform said wall (18) in the 
inner corners of the profiled sections by means 50 
of the projections (20-23) to an extent such that 
said wall will essentially be brought into conform- 
ity with the recesses (20-23) in the fastener de- 
vice. 

55 

2. A method according to Claim 1 , characterized in 
that the press tools (30-33) are carried by a fra- 
mework (41); and in that a force is applied to the 


fixed part (34) of the pres.s tools (30-33) relative 
to the framework (41) by means of a force- 
generating device (45-47), said force being di- 
rected onto the outside of a frame inserted in the 
press tools, whereafter the moveable part (37) of 
the press tools is moved towards the fixed part 
(34). 

3. A method according to Claim 2, characterized in 
that one of the press tools (30) is fixedly mounted 
in relation to the framework (41); in that the press 
tool (32) that is arranged diagonally to the frame- 
work (41) is caused to exert said force (49) in a 
diagonal direction towards the fixed press tool 
(30); and in that the two remaining press tools 
(31 , 33) are each caused to exert said force (50, 
51) in a direction towards the fixed press tool 
(30). 

4. A method according to Claim 3, characterized in 
that the three non-stationarily mounted press 
tools (31-33) are mounted for movement in rela- 
tion to the framework (41) so that profiled frames 
of different rectangular forms can be fitted in the 
press tools. 

5. A method according to Claim 1, 2, 3 or 4, char- 
acterized in that the fastener device (11 ) is made 
of aluminium. 

6. A method according to one of Claims 1 to 5, char- 
acterized in that the recesses or notches (14-17) 
in the fastener device (11) have a depth which 
corresponds to the thickness of said wall (18); 
and in that each of said limbs (12, 13) has prefer- 
ably two recesses or notches. 

7. A method according to any one of Claims 1 to 6, 
characterized in that the length of the fastener 
device (11) in the longitudinal direction of the pro- 
filed sections (1-4) is about two to five times the 
width of said slot (10). 

8. A method according to any one of the preceding 
Claims, characterized by two or more pins (53, 
54) which project out from the right-angled sides 
(35, 36) of the fixed part at a predetermined dis- 
tance from said sides and parallel therewith, said 
pins having a height such that when a profile is 
fitted in the press tool with the pins resting on the 
bottom of the U-shaped channel, the fastener de- 
vice (11) will lie in the same plane as the projec- 
tions (20-23) of the moveable part (37) of the 
press tool. 
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